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PURPOSE: To obtain a plastic extruding material with a smooth surface and 
without any cooling stripes by lowering the surface tension of cooling water 
through mixing interfacial active agent to cooling water for cooling extrusion 
member extruded from a extruder. 

CONSTITUTION: A covered electric cable (an extruding material) 2 formed by 
extrusion in an arrow direction from the die 1 of an extruder is cooled by 
pouring the cooling water 4 from a cooling water spouting device 3. The cooling 
water 4 is mixed with interfacial active agent. The interfacial active agent 
is specially preferable to liquid detergent in view of its dissolution. The mixing 
ratio is excellent in approximate 20PPM -1,000PPM. When it is below 20PPM, 
the effect is low, and above l,0O0PPM, bad effects such as foam generation 
or the like may occur. The side of the die 1 on an upper surface of the covered 
electric cable 2 poured with cooling water 4 can be uniformly cooled minute 
by minute without forming any rising portion of cooling water, so that a plastic 
extrusion member with a smooth surface and without any cooling stripes can 
be produced. 
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(51) Int. CP. B29C47/88 

PURPOSE: To obtain a plastic extrusion member without any cooling stripes on its 
surface and with an excellent appearance by cooling slowly the surface temperature 
of an extrusion member extruded from a plastic extruder in spraying gas such as 
air or the like at first to specific temperature, after that, by cooling it gradually 
in use of warm water and cold water below the specific temperature. 

CONSTITUTION: A covered electric wire extruded from a die 1 is cooled at first by 
spraying gas, for instance, air from an air nozzle 3 right behind a die 1. Subsequently, 
it is cooled by pouring warm water 5' below lOO'C from a cooling water spouting 
device 4a and then cooled by pouring cold water 5 from a cooling water spouting 
device 4b. This is aimed to prevent the boundary surface of temperature difference 
such as liquid from generating on a covering member by slowly cooling it at first 
through gas such as air or the like. By this cooling, the cooling member is cooled 
at temperature of 100 — 130°C and subject to be cooled consequently, under the condition 
lower than the temperature displacement point of the covering member, for instance, 
by next warm water of 90°C and cold water of 15'C, so that the contraction difference 
of the covering member becomes considerably low and the generating of cooling 
stripes does not occur thereupon. 




(54) PLASTIC SHEET WITH FOLDING LINE 
(11) 1-150520 (A) (43) 13.6.1989 (19) JP 

(21) Appl. No. 62-310493 (22) 8.12.1987 

(71) MITSUBISHI PLASTICS IND LTD (72) TADASHI HASHIMOTO 
(51) Int. CP. B29C53/06 

PURPOSE: To improve the flatness after fabrication and present a folding line from 
breaking by forming a folding line in the longitudinal direction and forming alternately 
a shallow concave groove and a deep concave groove or a slit thereon and also 
forming a reinforcing rib on the boundary between the shallow concave groove and 
the deep concave groove or the slit. 

CONSTITUTION: In the plastic sheet 2 with a folding line 1, the folding line is formed 
in its longitudinal direction and the shallow concave groove 3 and the deep concave 
groove 4 or slit 5 are alternately formed thereon, and further, the reinforcing rib 
6 is formed on the boundary of the shallow concave groove and the deep concave 
groove or slit. The depth and the width of the shallow concave groove 3 can be set 
appropriately through the material and the thickness of the plastic sheet 2. The depth 
concave groove 4 or slit 5 acts to disperse and unify the distortion occurring in the 
folding line as it is folded to its longitudinal direction for preventing the curvature 
generated by a partial stress concentration and also preventing the form recovery 
by elasticity. The reinforcing rib 6 acts to prevent the transmission of the tearing 
direction stress to the groove 3 caused by the deep concave groove 4 or slit 5 as 
it is folded at the folding line, so that the sheet of the part on the shallow concave 
sheet may be hard to be destructed. 
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